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PROCESS FOR MAKING A GARMENT WITH DUAL 
REFASTBNABLB LAP SEAMS 

FIELD OF TEffi INVENTION 

This invention is directed to a process for making pant«l]ke» personal care 

S absoibent products having hook and loop fiksteoers on the side panels for ease of removal and 

donning without complete removal of a wearer's clothing. 

BACKGROUND OF THE INVENTION 

Pant-like absorbent garments, such as adult incontinence wear as well as 

in£ant and children's diqpors, swim wear and training pants, typically have adhesive &steners 

10 on the sides &r donning and removal, or else rely on the waist opening and leg openings to 

slide cm and off the wearer. Adhesive fasteners wear put in as little as one use* Therefore, 

if a care giver checks the status of the wear^^'s absoibent garment contents by unfastening 

an adhesive fastener, the gaim^t often must be r^Iaced due to a worn out adhesive fastener 

even if the absorbent garment itself is not in need of changing. 

1 5 Absorbesit garments that slide on and off a wearer are often messy when &11. 

Furthennore, in order to remove such absorbent garments, the wearer's clothing covering the 

absorbent garments, such as pants, must be conq>letely removed. Checking the status of tiie 

wearer's absorbent garment contents is often just as cumbersome as changing the absorbent 

garment. 

20 There is a need or desire for a proems for makmg pant-like, personal care 

absorbent garments that have re&stenable side seams for ease of removal and donning 
without complete removal of a wearer's clothing. 

SUMMARY OF THE INVENTION 
The present invention is directed to a process for making pant^like absorbent 

25 gaimmts having hook and loop fasteners applied at the sides of the garments. The process 
can be carried out in either the cross direction or in the machine directioiL In the process of 
the invottion, a {kstening component is attached to each of two fixmt side panels and to each 
of two back side panels of the gamient assonbly. A pair of mating &stening components, 
folded leng&wise, is placed over two of the &steaing components, either both on the front 

30 side panels or both on the back side panels. The folded edges of the mating fastening 

1 
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: coisponenta face Oia distal edges, or the planned distal edges, of the fiont and back side 
i panels. Bi&e cross directionprocess^fhe assembly, or apluiaUty of adja 

then fi)lded such that the folded mating fisutening components are between one of the 
i fastening con^onents on the fiont side panel and one of the fastening components on the 
5 • back side panel Adjacent assemblies are then separated, hereby lesiilting in prefastened 
i individual garments. In the machine direction process, the adjacent assemblies w first 
; sq^arated from one another and then folded, thereby resulting in pre&stened individual 
\ garments. 

The resulting absorbent garments have dual refastenable lap side seams and 
10 , can be easily fitted to and removed ftom a wearer without complete removal of a wearer's 
i clothing. Hie refastenable side seams extend from a waist opening to each of two leg 
i opmings between a fitmt panel and a back panel, and are '*dual-sided" such ttiat the garment 
' i can be unfastened at eitha: the front panel or the back panel . Each of the refastenable side 
; seams includes a &stening component and a mating fastenmg component, each of which 
IS ! comprises eilher a hook material or a loop material. The refi^tenable lap side seams 
! experience a shearing strain during use, as opposed to peel forces, ttiereby reducing the 
; likelihood of the seams opening uiuKiq)ectedly. 

With the foregdng in mind, it is a feature and advantage of ttie invention to 
I provide a process for niaking a pant-like absoib^garnient thatch and 
20 i easily removed from a wearer without the need to entirely remove the wearer's clothing. 

BKDSP DESCBUPTION OF TEffi DRAWINGS 
Fig. 1 is a side perspective view of an absorbent garment having dual 
! re&stmable lap side seams; 

Fig. 2 is a plan view of an absorbent garment in a partially disassembled, 
25 i stretched flat state, and diowing the surfisice of the article that fiices away from the wearer 
\ when the article is worn; 

Fig. 3 is a plan view of an absorbent garment in a partially disassembled, 
; stretched flat state, and showing the surface of the article that faces the wearer wh^ tiie 
i article is worn, and with portions cut away to show the miderlying features; 

i 

2 
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Fig. 4 is apian view of a cross direction assembly for producing an absorbent 
garment having dtial refastenable lap side seams; 

Fig. S is a plan view of a machine direction assembly for producing an 
absorbent garment having dual refastenable lap side seams; 
5 Fig. 6 is a.top view of a fastening system during assembly in an absorbent 

garment having dual refastenable 1^ side seams; and 

Fig, 7 is a top view of an absorbent garment having dual refastenable lap aide 

seams. 

DEFINITIONS 

10 Within the context of this specification, each term or phrase below will 

include ttie following meaning or meanmgs. 

''Bonded'' refers to the joining, adhering, connecting, attaching, or the like, 
of two elements. Two elements will be considered to be bonded together when they are 
bonded directly to one another or indirectly to one another, such as when each is directly 

1 5 bonded to intermediate elements. 

"Connected'* refers to the joining, adhering, bonding, attaching, or the like, 
of two elements. Two elements will be considered to be cormected together wh^ Hxey are 
connected directly to one anotfi^ or indirectly to one another, such as when each is directly 
connected to intermediate elements. 

20 "Cross direction'' refers to the width of a fabric in a direction generally 

perpendicular to the direction in which it is produced, as opposed to ••machine direction" 
which refers to the length of a fabric in the direction in which it is produced. 

"Cross direction assembly*' refOTS to a process in which disposable absorbent 
products BIO manufi^tured in an orientation in which the products are cormected side>to-side, 

25 in the transverse direction shown by arrow 49 in Fig. 3, a process utilizing a cross direction 
assembly entails products traveling through a convertmg machine parallel to the direction 
of arrow 49, as opposed to "machme direction assembly" in which the products are 
connected end-to*end or waist-to-waist 

"Disposable" refers to articles which are designed to be discarded after a 

30 limited use rather than being laundered or otherwise restored for reuse. 
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'"Disposed," ''disposed on,'' and variations tiiieroof are intended to mean that 
: one element can be integral with another element or that one elemoit can be a sepaiate 
'■ structure bonded to or placed with or placed near another element 

'"Elastic/' ''elasticized" and ^'elastici^' mean that propoty of a material or 
5 : compodte by virtue ofwfaic^ it twds to recover its original size and 
I a force causmg a defonnation. 

Blastomeiic" refeis to a matoial or composite vAnoh can be elongated by 
: at least 25 percent of its relaxed l^igfli and which will recover, upon release of the applied 
; force, at least 10 percent of its elongation. It is generally preferred that the elastomeric 
10 • material or composite be c^q>able of being elongated by at least 100 percent, more preferably 
I by at least 300 percent, of its relaxed length and recover, upon release of an called force, 
i at least 50 pexcwt of its elongation. 

"^Fabrics'* is us^ to refer to all of the woven, knitted and nonwoven fibrous 

: webs, 

15 *Tilm'* refers to a thamoplastic fihn made using a film extrusion and/or 

: foaming process, such as a cast film or blown film extrusion process. The temi includes 
! apertured films, slit fifans, and other porous films which constitute liquid transfer fihns, as 
well as films which do not transfer liquid. 

**Flexible*' refers to materials which are compliant and which will readily 

20 i conform to the general shape and contours of the wearer's body. 

^^ydrophilic" describes fibers or the surfaces of fibm which are wetted by 
: the aqueous liquids in contact with the fibers. The degree ofwettingofthe materials can, in 
: turn, be described in terms of the contact angles and the sur&ce tensions of tbe liquids and 
; materials involved* Equipmoot and techniques suitable for measuring the wettability of 

25 : particular fiber matmals or blends of fiber materials can be provided by a Cahn SFA-222 
; Surfiice Force Analyss^ System, or a substantially equivalent system. When measured with 
j this system, fibers having contact angles less dian 90"^ are designated 'lettable'' or 
j hydropbilic, while fibers having contact angles greater than 90^ are designated 
; '^noxiwettable'* or hydrophobic. 
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*Tntegral'* or 'IntegraOy'' is used to refisr to various portions of a single unitary 
element rather than separate structures bonded to or placed yAih or placed near one another* 

*Xayer^ when used in the singular can have the dual meaning of a suigle 
element or a plurality of elements* 
S "Liquid impermeable," when used in describing a layer or multi-layer 

lanoinate, means that a liquid, such as urine, will not pass fiiroug^ the layer or laminate^ under 
ordinary use conditions, in a direction generally peipendicular to the plane of the layer or 
LamiiiEte at the point of liquid contact Liquid, or urine, may spread or be transported parallel 
to the plane of the liquid inq^eimeaible layer or laminate, but this is not considered to be 
10 within the meaning of 'liquid impermeable'' when used h^n. 

"Liquid permeable material" or "liquid water-pemieable material" refers to 
a material present in one or more layers, such as a fihn, nonwoven fabric, or open-celled 
foam, which is porous, and which is water permeable due to the flow of water and other 
aqueous Uquids through the pores. The pores in the film or foam, or spaces between fibers 
IS or fUaments in a nonwoven web, are large enough and Sequent enough to permit leakage and 
flow of liquid water through the material. 

"Longitudinal" and "transvme" have their customary meaning, as indicated 
by the longitudinal and transverse axes depicted in Fig. 3» The longitudinal axis lies in the 
plane of the article and is genoally parallel to a verdcal plane that bisects a standing wearer 
20 into left and right body halves when the article is worn. The transverse axis lies in the plane 
of the article generally perpendicular to the longitudinal axis. The article as illustrated is 
longer in the longitudinal direction than in the transverse direction. 

''Machine dixecticm" tefes to the length of a fabric in the direction in which 
it is produced, as opposed to ^cross direction*' which refers to the width of a fia>ric in a 
25 direction generally peipendicttlar to the machine durection. 

"Machine dkection assembly*' refers to a process m which di^sable 
absorbent products are manufactured in an orioitation in which the products are cormected 
end-to-end or waist-to-waist, in the longitudinal direction shown by arrow 48 in Fig. 3, a 
process utilizing a machine direction assembly entails products traveling through a 



5 
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convertizig machine parallel to the direction of arrow 48> aa opposed to ^^cross directiott 
: aasemb^' in which the products are connected side-to-side. 

*%ile}tfaIown fibet^' means fibers formed by extniding a molten thermoplastic 
: material trough a plurality of fine, usually drcular, die capillaries as molten threads or 
filaments into convergiAg hi^h vdocaty heated gas (6.g., air) streams which attenuate the 
filaments of moltra thennoplastic material to reduce (heir diameter, wliich may be to 
; microfiber diameter. Thereailer, the meltblown fibers are carried by the high velocity gas 
1 stream and are deposited on a coUectmg surface to form a web of randomly dispersed 
. mel^lown fibers. Sudi a process is disclosed for exknple, inU.S. Pot^ 3,849^1 to Butin 
■ et al. Meltblown fibers are microfibers whicdi may be continuous or discontinuous^ are 
[ generally smaller than about 0«6 denier, and are genoalty sdf bonding when deposited onto 
' a colleothig surfkce. Meltblown fibers used in &e present invention are pi^ferably 
i substantially contuiuous in length. 

**M«nber** when used m the singular can have the dual meaning of a single 
\ element or a plurality of elements. 

*'Nonwoven** and '"nonwoven web** refer to mat^dals and webs of material 
which are fomied without the aid of a textile weaving or knitting process, 

'•Operatively joined,'* in reference to the attachment of an elastic memba- to 
: another element, means that the elastic member whoi attached to or connected to the 
' element, or treated with heat or chemicalsi by stretching, or the like, gives the element elastic 
I properties; and with reference to the attachment of a nou'^elastio memb^ to another element, 
: means that tiie member and element can be attached in any suitable manner that pennits or 
allows them to perform the intended or described fimction of fiie joinder. The joining, 
attaching, connecting or ttie like can be either direct^, such as j oining either membo: directly 
to an element, or can be mduectly by means of another member disposed between the first 
member and tiie first element 

"Peel force" and '^1 stram" mfct to forces that tend to pull two adjoining 
bodies away from one another in opposite directions goierally pecpendicular to a plane in 
wfaidi the bodies are joined. 



6 
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'Tennanendy bonded'' refers to the joining, adhering, connecting, attaching, 
or the like, of two elements of an absoifamt gannent such that the elements tend to be and 
remain bonded during nonnal use conditions of the absorbent garment 

'Totymers*' include, but aie not limited to, homopolymers, copolymers, such 
5 as for example, block, graft, random and alternating cc^lymers, teipolymers, etc. and blends 
and modifications thereof Furthermore, unless otherwise specifically limited, the temi 
*'polymer'' shall include all possible geometrical configurations of the material. These 
configurations include, but are not limited to isotactic, syndiotactic and atactic symmetries. 

**Refastenable" refers to the property of two elements being cqjable of 
10 releasable attachment, separation, and subsequent releasable reattachment without substantial 
permanent deformation or rupture. 

"Releasably attached,'' **relea8ably engaged'' and variations thereof refer to 
two elements being connected or connectable such that the elements tend to remain 
connected absent a separation force applied to one or both of fiie elements, and the elements 
15 being capable of separation without substantial permanent deformation or rupture. The 
required separation force is typically beyond fiiat encountwed while wearing fb» absorbent 
garment. 

"Shearing strain** refers to forces that tend to produce an opposite but parallel 
sliding motion between two bodies' planes. 

20 "Spunbonded fiber" refers to small diameter fibers which are formed by 

extrading molten thermoplastic material as filaments firom a plurality of fine capillaries of 
a spinnerette having a drcular or other configuration, with the diameter of the extruded 
filaments fiien being rapidly reduced as by, for example, in U.S. Patent 4,340,563 to .^>pel 
et al,, and U.IS. Patent 3,692,618 to Dorschner et al., US. Patrat 3,802,817 to Matsuki et al., 

25 U.S. Patents 3,338.992 and 3,341,394 to Kinney, U.S. Patent 3,502,763 to Hartmann, U.S. 

Patent 3.502,538 to Petersen, and U.S. Patent 3,542,615 to Dobo et al„ each of which is 
incorporated herein in its entn^ty by reference. Spunbond fibers are quenched and graerally 
not tacky when they are dqwsited onto a collecting surface- Spimbond fibers are generally 
continuous and often have average deniers larger than about 0.3, more particularly, between 

30 about 0.6 and 10. 
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^'Stictchable" means that a material can be stretched, without breaking, to at 
least 150% of its uiitial (unstxetchecQ length in at least one direction, suitably to at least 
200% of its hutial length, de^bly to at least 250% of its initial length. 

''Superabsorbent** or *'st5>erabsorbent material'* refers to a water-swellable, 
5 water-insoluble organic or inoiganic material capable, under the most &vorable conditions, 
of absoibing at least about 15 times its weight and, more desurably, at least about 30 times 
its weight in an aqueous solution oontaining 0.9 weight percent sodium chloride. The 
8iq)erabsozb6nt materials can be natural, syntbedc and modified natural polymers and 
materials. In addition, the superabsoifoent materials can be inoigiamc matmals, such as silica 
10 . gels, or organic compounds such as cross-linked polymers. 

^Sur&cc** includes any layer, film, woven, nonwoven, laminate, composite, 
or the like, whether pervious or impervious to air, gas, and/or liquids. 

^Thermoplastic" describes a material that softens when exposed to heat and 
which substantially returns to a nonsoftened condition when cooled to room temperature* 
15 These terms may be defined with additional language in the remaining 

portions of the specification. 

DETAILED DESCRIPTION OF THE 
PRESENTLY PREFERRED EMBODIMENTS 
Hie present invention is directed to apiocess for making apant-like absorbent 
20 gamient having re&stenable fast^^s, such as hook and loop fiisteners, on the side panels 
for ease of removal and donning of the absoibent gamient without complete removal of a 
wearer's clothing. 

The principles of the present invention can be incoipomted into any suitable 
disposable absori^ent article. Examples of such suitable articles include diners, training 
25 \ pants, feminine hygiene products, incontinence products, other personal care or health care 
garm^, or flie like. For ease of e7q)ldnation, the description hereafter will be in terms of 
a child's training pant 

Referring to Fig. 1, a disposable absorbent article, such as a training pant 20, 
is illustrated in a partially fastened condition. The training pant 20 includes an absorbent 
30 chassis 32 and a fastening system 80. The absoibent chassis 32 defines a fiont region 22, a 



Printed from Mimosa 06/01/10 10:20:56 Page: 10 



wo 01/87207 



PCT/USOl/15244 



back region 24, a crotch region 26 interconnecting the fiont and back regions^ an inner 
surface 28 which is configured to contact the wearer, and an outer sur&ce 30 opposite the 
ixmer surface wMch is configured to contact &e wearer's clothing. With additional reference 
to Figs, 2 and 3, the absorbent chassis 32 also d^nes a pair of transversely opposed side 
5 edges 36 and a pair of longitudinally opposed waist edges, which are designated fiiont waist 
edge 38 and back waist edge 39. The fix)nt region 22 is contiguous with the &ont waist 
edge 38, and the back region 24 is contiguous with the back waist edge 39. 

The illustrated absorbent chassis 32 includes a rectangular composite 
structure 33, a pair of transversely opposed &ont side panels 34, and a pair of transversely 

10 opposed back side panels 134. The composite structure 33 and side panels 34 and 134 may 
be integrally formed, as shown in Fig. X, or may include two or more separate elements, as 
shown in Figs* 2 and 3. The illustrated composite structure 33 includes an outer cover 40, 
a bodyside liner 42 which is connected to the outer cover in a superposed relation, an 
absorbent assembly 44 (Fig. 3) which is located between the outer cover 40 and the bodyside 

15 liner 42, and a pair of COTtamment flaps 46 (Fig, 3). The rectangular composite stracture 33 
has opposite linear end edges 45 that form portions of the fixmt and back waist edges 38 and 
39, and (^^site linear side edges 47 that form portions of the side edges 36 of the absorbent 
chassis 32 (Pigs. 2 and 3), For raf«mce» arrows 48 and 49 deleting the orientation of the 
longitudinal axis and the transverse axis, respectively, of the training pant 20 are illustrated 

20 in Figs. 2 and 3. 

With the training pant 20 in the fastened position as partially illustrated in 
Fig. 1 » the fix>nt and back regions 22 and 24 are joined together to define a tfaree-dimensionar 
pant configuration having a waist opening 50 and a pair of leg openings 52. The fiont 
region 22 includes the portion of the training pant 20 which, when worn, is positioned on the 

25 firont of the weacw v/idlt the back region 24 includes the portion of the training pant which, 
when worn, is positioned on the back of the wearer. Hie crotch region 26 of the training 
pai^t 20 includes the portion of the training pant which, when worn, is positioned between 
the legs of the wearer and covers the lower torso of the wearer. The fi-ont and back side 
panels 34 and 134 include the portions of the training pant 20 which, when wom« are 

30 positioned on the hips of the wearer. 
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The fix>nt region 22 of ttie absorbent ohasaifl 32 includes the transveisely 
opposed fiont side panels 34 and a ftont center panel 35 (Figs* 2 and 3) positioned between 
and interconnecting the side panels, along wifli a &ont waist elastic mwaber 54 and any other 
connected componmts. The back. region 24 of the absorbent chassis 32 inchxdes the 
transvraely opposed back side panels 134 and a back crater panel 135 ^igs. 2 and 3) 
positioned between and intefcannecting the side panels^ as well as a rear waist elastic 
member 56 and any other connected components. The waist edges 38 and 39 of the 
, absorbent chassis 32 are configured to ctcucIc the waist of flie wearer when worn and 
; provide flie waist opening 50 which defines a waist perimeter dimension. Portions of the 
10 ; transversely opposed side edges 36 in the crotch region 26 genoaUy define the leg 
\ openings 52, 

The absorbent chassis 32 is configured to contain and/or absorb any body 
: exudates discharged from the wearw. For example, the absorbent chassis 32 desirably 
i althougji not necessarily mcludes the pair of containment fl^s 46 which are configured to 

15 provide a barrier to the transverse flow of body exudates. A flap elastic member 53 (Fig. 3) 
. is operatively joined with each containment flap 46 in any suitable manner as is well known 
: in the art. The elasticized contaimn^t flaps 46 define an unattached edge which assumes 
\ an upxi^t, goierally pffipendicular configuration in at least the crotch region 26 of the 
; training pant 20 to form a seal agamst&e wearer's body. The containment flaps 46 can be 

20 i located along the transvmely opposed side edges of the absoib^ chassis 32» and can extend 
bngitudinally along the oitire length of the absotbent cbassis or may only extend partially 
\ along fhe length of the absorbent chassis. Suitable constructions and arrangements for the 
i containment flaps 46 are gmeraUyweU known to those ddUedm 
; hiU.S. Patent 4,704,116 issued November 3, 1987 to Enlop, vMch is incorporated herem by 

25 referoice. 

To fiirth^ enhance containment and/or absorption of body exudates, the 
training pant 20 desirably includes the firont waist elastic member 34, the rear waist elastic 
! mraiber 56, and leg elastic members 58, as are known to ftose skilled in the ait (Pig. 3). The 
\ waist elastic members 54 and 56 can be operatively joined to the outer cover 40 and/or 
30 bodyside liner 42 along the opposite waist edges 38 snd 39, and can extend over part or all 



10 
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of tii6 waist edges. The log elastic membeiB S8 are desirably operatively joined to the outer 
cover 40 aad/ar bodyside liner 42 along the opposite side edges 36 and positioned in the 
crotch region 26 of the training pant 20. The leg elastic members 58 are desirably 
longitudinally aligned along each side edge 47 of the composite structure 33. Each leg 
5 elastic member 58 has a fiont terminal point 63 and a back terminal point 65, which points 
represent the longitudinal ends of the elastic gathering caused by the leg elastic members. 
The fiont terminal points 63 are desirably located adjacent the longitudinally innermost parts 
of the front side panels 34, and the back terminal points 65 are desirably located adjacent the 
longitudinally innermost parts of the back side panels 134. 

1 0 The £1^ elastic m^bers 53» the waist elastic members 54 and 56, and the leg 

elastic members 58 can be formed of any suitable elastic mat«ial. As is well known to those 
skilled in the art, suitable elastic materials include sheets, strands or ribbons of natural 
rabber, synthetic robber, or thermoplastic elastomeric polymers. The elastic materials can 
be stretched and adhered to a substrate^ adhered to a gathered substrate, or adhered to a 

1 5 substrate and tiien elasticized or shrunk, for exanq>le with tiie application of heat; such t|pat 
elastic constrictive forces are imparted to the substrate. In one particular embodiment, for 
example, the leg elastic membm 58 include a plurality of dry-spun coalesced multiSlament 
spandex elastomeric threads sold imder the trade name LYCRA® and available fit)m E.I. 
DuPont de Nemours and Company, Wilmington, Delaware, U.S.A. 

20 The outer cover 40 desirably includes a material that is substantially liquid 

impermeable, and can be elastic, stretchable or nonsOretchable. The outer cover 40 can be 
a single layer of liquid impermeable material, but desirably includes a mutti-tayered laminate 
structure in which at least one of ttie layers is liquid impermeable. For instance, the outer 
cover 40 can include a liquid pomeable outer layer and a liquid impermeable inner layer fliat 

25 are suitably joined together by a laminate adhesive (not shown). Suitable laminate adhesjves, 
which can be applied continuously or intermittently as beads, a spray, parallel swirls, or the 
like, can be obtained from Findley Adhesives, Inc., of Wauwatosa, Wisconsin, U.S.A., or 
from National Starch and Chemical Company, Bridgewat^, New Jersey, U.S.A. The liquid 
permeable outer layer can be any suitable niatcaial and desirably one that provides a 

30 generally cloth-like tescture. One example of such a matfflial is a 20 gsm (grams per square 

U 
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j meter) 8pi3i]]M»idpol]^pyIonei^ The Gfuter layer may also be made of fliose 

i mateiiais of which Uqmdpmneabtobodysidefi^ While it is not a necessity 

; for tile outer layer to be liquid pemaeable, it is desired diat it provides a relatively clolh-like 
' texture to the wearer. 

The inner layer of die outer cover 40 can be both liquid and vapor 
: impermeableb or can be liquid unpenneable and vapor permeable. The inner layer is 
\ deauiBbly manufactured fiom a fhm plastic fihn, alfliough other flexible liquid impemieabie 
i matotials may also be used The inner kyer» or die Uqiudinq>«neable outer cover 40 w^ 
1 a single layer* prevents waste material flx>m wetting arttcles, such as beddbeets and clothing, 
• as well as the wearer and care giver. A suitable liquid impomeable filt" for use as a liquid 
\ impermeable inner layer» or a single layer liquid inq>enneable outer cover 40, is a 0.2 
I milhmeter polyethylene fifan comm^taally available fiom Huntsman Packaging of Newport 
: News, Virginia, US, A, Ifflxe outer cov«: 40 is a single layer ofmaterial, it can be embossed 
and/or matte &iished to provide a more cloth-like appearance* As earlier mentioned, the 
: liquid impemieabie material can permit vapors to esccq>e from the intmor of the disposable 
; absorbent article, y/bilt still preventing liquids from passing through the outer cover 40. A 
j sidtable **broathable'' material is composed of a microporous polymer fihn or a nonwo ven 
i ftbric that has been coated or otherwise treated to impart a desired level of liquid 
; impermeability. A suitable micropoious film is a PMP^l film material commercially 
\ available from Mtsui Toatsu Chmiicals, Inc., Tokyo, Japan, or an XKO-8044 polyolefin 
j film commercially available fix>m 3M Company, MjnneqK>lis, Minnesota. 

The liquid pmneable bodyaide liner 42 is Ulustmted as overlying the outer 
! cover 40 and absorbent assembly 44, aivl may but need not have the same dimen^ 
\ outer cover 40. Hie bodyside liner 42 is desirably conq>tiant^ soft fiseling, and non-irritating 
I to the child's sktit Furttier,thebodyside liner 42 can be less hydrc^hihc than the absorbm^ 
1 assembly 44, to present a relativdy dry surftce to the wearer and permit Uquid to » 
p^ietrate fittougih its thickness* 

The bodyside liner 42 can be manufactured fix>m a wide selection of web 
materials, such as synthetic fibers (for maniple, polyester or polyjnopylene fibers), natural 
fibers (for exan^le, wood or cotton fibm), a combination of natural and synthetic fib^^ 
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poious foams, reticulated foams, apertured plastic films^ or the like. Various woven and 
nonwoven fiibrics can be used for fhe bodyside liner 42. For exan4>le» the bodydde liner can 
be composed of a meltblown or spunbonded web of polyolefin fibers. The bodyside liner 
can also be a bonded-caided web conq;>osed of natural and/or synthetic fibers. The bodyside 
5 liner can be composed of a substantially hydrophobic material, and the hydrophobic material 
can, optionally, be treated with a surfactant or otherwise processed to in^art a desired level 
of wettability and hydrophilidty. For example, the material can bo surface treated with about 
0.45 weight percent of a surfactant mixture including AHCOVEL^ N-62 from Hodgson 
Textile Chemicals of Mount Holly, North Carolina, U.S. A, and GLUCOPON^ 220UP &om 
10 Henkel Corporation of Ambler, Pennsylvania, in an active ratio of 3: 1 . The surfactant can 
be i^pUed by any conventional means, such as spraying, printing, brush coating or fiie like. 
Hie surfactant can be ^lied to ttie entire bodyside liner 42 or can be selectively applied to 
particular sections of the bodyside liner, such as the medial section along the longitudinal 
centerline. 

15 A suitable liquid permeable bodyside liner 42 is a nonwoven bicomponent 

wd> having a basis wei^t of about 27 gsm. The nonwoven bicomponent can be a spunbond 
bicomponent web, or a bonded carded biconq)onmt web. Suitable bicomponent stifle fibers 
include a polyethylene/jpolypropylene bicomponent fiber available firan CHISSO 
Corporation, Osaka, Japan. Li this particular bicomponent fib^, the polypropylaiB forms 

20 the core and the polyethylene forms the sheatii of the fiber. Other fiber orientatioflus are 
possible, such as multi-lobe, side-by-side, ond-to-end, or the like. While the outer cover 40 
and bodyside liner 42 can include elastomeric materials, it can be desnable in some 
embodiments for the composite structure to be generally melastic, where the outer cover, the 
bodyside liner and the absorbent assembly include materials that are generally not 

25 elastomeric. 

The absorbent assembly 44 (Fig. 3) is positioned between the outer cover 40 
and the bodyside liner 42, whidi components can be joined together by any suitable means, 
such as adhesives, as is well known in the art. The absorbent assembly 44 can be any 
structure which is generally con^ressible, conformable^ non-initating to the child's sldn, and 
30 capable of absoibing and retaining liquids and certain body wastes. The absorbent 

13 



Printed finom Mimosa 06/01/10 10:20:69 Page: 15 



wo 0iyS7207 



PCT/OSO 1/15244 



assembly 44 can be maniifactored in a wide variety of sizes and shapes^ and &om a wide 
variety of liquid absorbent materials commonly used in the art. For example, the absori>Gat 
. assetnbly 44 can suitably include a matrix of hydrophilic fibers* such as a web of celhilosic 
fluf^ mixed with particles of a high-absorbency material commonly known as 
5 si^erabsorbent material. In a particular embodim^, ^e absorbent assembly 44 includes 
a matrix of cellulosic flufE; such as wood pulp fluf^ and si^erabsorbent hydrogel-fomiing 
particles. The wood pu^ fluffcan be exchanged witti synthetic, polymeric, meltblown fibears 
or with a oonibinationofmeltblown fibers and natural fibm. The superabsoibent particles 
can be substantially homogeneously mixed with the hydrophilic fibers or can be 
10 Qonunifimnly mixed. The fluff and siqierabsorbent particles can also be selectively placed 
into desired zones of the absorbent asseoibly 44 to better contain and absorb body exudates. 
The concentration of the sijqierabsorbent particles can also vary through the thickness of the 
absoibrat ass^bly 44. Alternatively, the absorbent assembly 44 can include a laminate of 
fibrous webs and superabsorbent material or other suitable means of maintaining a 
IS superabsorbent material in a localized area. 

Suitable superab5ori>ent materials can be selected fix>m natural, synthetic, and 
modified natural polymers and materials. The superabsorbent materials can be inorganic 
matoials, such as silica gels, or organic CQn^>ounds, such as oiosslinked polymers. Suitable 
si^erabsoriient materials ate available fiom various conunercial vendors, such as Dow 
20 Chemical CompaiQ^ located m Midland, Michigan, US.A., and Stockhausen GmbH & Co. 
KG, D-4780S Krefeld, Federal Republic of G^many. Typically, a superabsorbent material 
is capable of absorbing at least about 15 times its weight in water, and desirably is capable 
of absortnz\g more than about 25 times its weight in water. 

In one embodiment, the absorbent assembly 44 is generally rectangular in 
25 . shape, and iiKludes a blend of wood pulp fluff and superabsorbent material. One preferred 
^e of fluff is identified with the trade designation CR16S4, available &om U.S. Alliance, 
ChildeiBburg, Alabama, U.S.A., and is a bleached, highly absorbent sul&te wood pulp 
containing primarily soft wood fibers. As a general rule, the superabsorbent material is 
present in the absorbent assembly 44 in an amount of fi-om about 5 to about 90 weight 
30 : percrat based on total weight of the absorbent assembly. The absoibeot assembly 44 suitably 
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has a dcoisity vnfbixi flie range of about 0*10 to about 0.50 grains per cubic ceatimetor. Tho 
absoibmt assonbly 44 may or may not be wnQ>ped oi enconq^assed by a suitable tissue wtsp 
that maintains the integrity and/or shape of the absorbent assembly. 

The absorbent chassis 32 can also inooxporate other materials that are 
5 designed primarily to receive, ten:^)orarily store, and/or transport liquid along the mutually 
fiacing surface with the absorbent assembly 44, thereby maximizing the absoibent capacity 
of the absorbent assembly. One suitable matmal is referred to as a surge lay^ (not shown) 
and includes a material having a basis weight of ^out SO to about 120 grama per square 
metor, and including a through-air-bonded*carded web of a homogenous blend of 60 percent 

10 3 d^er type T-2S6 bicomponent fiber including a polyester core/polyethylene sheath and 
40 percent 6 denier type T-29S polyester fiber, both commercially available firom Kosa 
Coxpc»ation of Salisbuxy, North Carolina, U.S.A. 

As iK>ted previously, the illustrated training pant 20 has front and back side 
panels 34 and 134 diE^sed on each side of the absorbent chassis 32. These transversely 

IS opposed fiont side panels 34 and transversely opposed back side panels 134 can be 
permanently bonded to the composite stnioture 33 of the absorbent chassis 32 in the 
reqiective front and back regions 22 and 24, and are releasably attached to one ano&er by 
a fiistening system 80. More particularly, as shown best in Figs. 2 and 3, the front side 
panels 34 can be permanently bonded to and extend transversely b^ond the lineu: side 

20 edges 47 of the composite structure 33 in the front region 22 along attachment Unes 66, and 
the back side panels 134 can be permanently bonded to and extetnd transversely beyond the 
linear side edges of the composite structure in the back region 24 along attachment hues 66. 
The side panels 34 and 134 may be attached using attachmmt means known to those skilled 
in tibe art such as adhesive, thermal or ultrasonic bonding. The side panels 34 and 134 can 

2S also be formed as a portion of a component of the composite structure 33, such as the outer 
cover 40 or the bodyside liner 42, as shown in Fig. 1. 

In particular embodimrats for improved fit and app^anco, the side panels 34 
and 134 desirably have an average lengtii dimension measured parallel to the longitudinal 
axis 48 that is about 20 percent or greater, and particularly about 25 percent or greater, of the 

30 overall length dimraslon of the absoibent article, also measured parallel to the longitudinal 
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axis 48. For example, in training pants having an overall length dimension of about S4 
: oenfimetersi the side paneb 34 and 134 desirably have an average lengdi dimension of about 
10 centimetanB or greater, such as about IS centimeters. While each of the side panels 34 and 
. 134 extend flxan the waist opming 50 to one of the leg openings 52, the back side panels 134 
S have a continuaUy decreasing length dimension moving fiom the attachment line 66 to a 

- distal edge 68b of the back panel 134, as is best shown in Figs. 2 and 3. 

Bach of the side panels 34 and 134 can include one or more individual, 
: distnict {Heces of material. In particular embodiments, for example, each side panel 34 and 

• 134 can include first and second side panel portions that are joined at a seam, with at least 
10 - one of the portions including an elaatomeric material. Still alternatively, each individual side 

\ panel 34 and 134 can include a single piece of material ^ch is folded over vpon itself along 
: an intermediate fold line (not shown). 

The side panels 34 and 134 desirably include an elastic material enable of 
: stretching in a direction generally parallel to the transverse axis 49 of the training pant 20. 
IS In particular embodimrats, the fiont and back side panels 34 and 134 may each include an 

• int^or portion 78 di^sed between the distal edge 68a, 68b and the respective fiont or back 
, cent^ panel 35 or 135. In flie illustrated embodiment in Fig* 3, the interior pardons 78 are 
: disposed between the distal edges 68a, 68b and the side edges 47 of the rectangular 
: compodte structure 33. The elastic material of the side panels 34 and 134 can be disposed 

20 in the interior portions 78 to render the side panels elaatomeric in a direction generally 
I parallel to flie transveise axis 49. Most desirably, each side panel 34 and 134 is elaatomeric 
&om a waist end edge 72 to a leg end edge 70. More spedfically, individual saniples of side 
panel material, taken between the waist end edge 72 and the l^«id edge 70 parallel to the 

- transverse axis 49 and having a length fiom ttie attachment line 66 to the distal edge 6 8a, 68b 
25 , and a width of about 2 centhnetws, are all elaatomeric. 

Suitable elastic materials, as well as one described process of incotporating 
: elastic side panels into a traming pant, are described in the following U*S. Patents: 4,940,464 
issued July 10, 1990 to Van Gompel et al.j 5,224,405 issued July 6, 1993 to Pohjola; 
5,104,1 16 issued April 14, 1992 to Pohjola; and 5,046,272 issued September 10, 1991 to 
30 Vogt et al.; an of which are inooiporated herein by reference. In particular embodiments, the 
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elastic material includes a stretch-thennal laminate (STL), a neck-bonded laminated (NBL), 
a leversibly necked laminate, or a stretch-bonded laminate (SBL) material. Methods of 
making such materials are well known to those skilled in the art and described in U.S. Patent 
4,663^20 issued May 5, 1987 to Wisneski et al.; U.S. Patent 5,226,992 issued July 13, 1993 
S to Momian; and European Patent Application No. EP 0 217 032 published on April 8, 1987 
in the names of Taylor et al.; all of which are incorporated herein by reference. 
Alternatively, the side panel material may include other wovai or nonwoven materials, such 
as those described above as being suitable for the out^ cover 40 or bodyside liner 42, or 
stretehable but inelastic materials. 

10 The training pant 20 aocording to the present invention also includes a 

fastening system 80 for securing the training pant about the waist of the wearer (Fig. 1). The 
illustrated fastening system 80 includes fastening components 82 that are ad^ted to 
re&stenably connect to mating fastening conq)onents 84. In one embodiment, one surface 
of each of ^ &stening con:q>onents 82 and 84 includes a plurality of engaging elements tfiat 

IS project from that surface. The engaging elements of these fastening components 82 are 
adapted to repeatedly engage and disengage the engaging elements of the mating &8tening 
components 84. 

In one particular embodiment, the fastening components 82 each include hook 
type fasteners and tiie mating &stening components 84 each include complementary loop 

20 type faaibmexs. In another particular embodiment, the fastening components 82 each include 
loop type fasteners and the mating fkstemng components 84 each include complementary 
hook type fasteners. The fastening c<Hxip<m6nte 82 and tfieniatmg fastening comi^^ 
are desirably rectangular, althoi^ they may alternatively be square, round, oval, curved or 
otherwise non-rectangularly shaped. 

25 Loop type fasteners typically include a fabric or material having a base or 

backing structure and a plurality of loop m^bers extending upwardly from at least one 
surface of the backing stmoture. The loop material can be formed of any suitable material, 
such as acrylic, nylon or polyester, and can be formed by methods such as warp knitting, 
stitch bonding or needle punching. Suitable loop materials are available from Guilford Mills, 

30 Inc., Greensboro, North Carolina, U.S.A. imder the trade designation No. 36S49. 
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Hook type i^tmers tj^icdly include a fabric or 
baddng sttooture and a plurality of hook members extending upwardly fiom at least one 
aur&ce of tiie baddng stnioture. In contrast to the loop type listeners which desirably 
include a fl«ible fabric* the hook matmal advantageously includes a resilient material to 
5 minimize unintentional disengagement of the festener components as a lesult of the hook 
^ material becoming defomied and catching on clothing or other items. The tenn '^ilient** 
. as used herein refers to an interlocking material having a prcdetcmiined shf^e and the 
property of the interlocking matmal to resume the predetemiined shape aftw being engaged 
and disengaged fiom a mating, coniplemcntaxy interlocking mat^ Suitable hook material 
10 can be molded or extraded of nylon, polypropylene or another suitable material. Suitable 
. single-sided hook materials, for the fastening con^)onmts 82 or the mating fastening 
components 84 are available fix>m Velcro Industries B.V,, Amsteniam, Netherlands or 
' affiliates thereof and are identified as Velcro HTH-829 with a xini-diroctional hook pattern 
: and having a thickness of about 0.089 millimeters (3.5 mils) and HIH-851 witii a uni- 
15 : directional hook pattern and having a thickness of about 0.05 1 millimeters (2 mils). 

With particular reference to Fig. 4, a plurality of gamient assemblies 108 
: aligned in a cross direction is shown^ The invention can be carried out in either the cross 
direction (Fig. 4) or the machme dnection (Fig. S). The gamient assembly 108 includes a 
; lamination of films and nonwovens, including a bodyside lin^ 42 and an outer cover 40, 
20 together with waist elastics 54 and 56, leg elastics 58, and an absorbent assraibly 44, as 
'■ described abov^ placed on a vacuum device (not shown). Adjacent gacmait assemblies 108 
\ are joined between the bade side panel 134 and the fix>nt side panel 34. The exposed surface 
of the garment assembly 108 is the mner surface 28 of tiie chassis 32, as shovm in Fig. 4. 

In caiiying out Hhc invention in die cross direction, two fastening 
25 components 82 ate bonded to tiie back side panels 134 and two fiistening conqx>nents 82 are 
bonded to the fiont side panels 34 of each garment assembly 108 near die plamied locations 
of the distal edges 68a and 68b, with a spacing 81 of roughly 0^5- LO inch b^een fastening 
icomponoits 82 on adjacent garment assemblies 108* Alternatively, a single, oversized 
fiist^iing component can be placed overlapping die planned locations of the distal edges 68a 
30 ; and 68b of two adjacent assemblies, to be separated into two fastening components 82 at the 
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product cut-ofFstage. The iksteniqg components 82 may include hook type fststenm or loop 
typo &stenei8» as described above* and can be bonded to the assembly 108 with ultrasonic* 
thermal* or adhesive bonds, or other means. 

After the fastening components 82 have been bonded to &e garment 
5 assemblies 108, two mating festening componrats 84 are folded once* i.e. C-folded* cut to 
length* and placed on the inner surface 28 of the front side panels 34, or back side 
panels 134, of each gmnmt assMibly 108 near the planned locations of the distal edges 68a 
and 68b, also with a spacing 81 of roughly 0.25-1.0 inch between mating fastening 
components 84 on adjacent garment assemblies 108* with the folded edges 118 fiacing one 

1 0 another* as shown in Fig« 6, 

All of the joined garment assemblies 108 are then folded longitudinally* 
thereby aligning the fastening components 82 with the folded mating fastening 
components 84, as shown in Fig. 6« A4jacCTt gaiment assemblies 108 arc then separated 
along cut Ime 1 10* shown in Fig. 6* thereby fomiing discrete products with dual lap side 

IS seams 100. When the assembly 108 is cut* die elastic property of the firont and back side 
panels 34* 134 causes the fiont and back side panels 34* 134 to snap back fiom the cutting 
line 110* such that ttie fostening components 82 are then closely aligned with the resulting 
distal edges 68a* 68b of the fiont and back side panels 34, 134 as shown in a cross-sectional 
view of a finished absoibent garment 20 in Fig. 7. The mating fastening components 84 can 

20 be un&stened and refiuAened on eidier die front side of the garment or the back side of the 
gaiment» 

As mentioned* die process of the invention can also be carried out in the 
machme diivction, shown in Fig. 5, In canying out the invention* two fastening 
con^onents 82 are bonded to die back side panels 134 and two fastening componmts 82 arc 
25 bonded to the Sront side panels 34 of each garment assembly 108^ Alternatively, two 
oversized strips of fastening con^onents can be applied to both the front side panel 34 and 
the back side panel 134* overlapping the planned locations of the front waist edge 38 and the 
back waist edge 39 of adjacent assemblies* to be separated at the product cut-offstage. 

After the fastening components 82 have been bonded to the garment 
30 assemblies 108 in the n[iachine direction process (Fig. 5)* adjacent assemblies 108 are 
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I separoted at the planned locatioii& of the front waist edge 38 and tbe back waist e^e 39 of 
; adjacent assembKea 108« Two mating ftstening components 84 are folded once, Le. C* 
; folded, ont to letigtti, and pkced on tbe ftsteanng^^ 

; or back side panels 1 34, near tbe distal edges 68a and 68b with the folded edges 118 facing 
S : the distal edges 68a and 68b. Alternatively^ prior to separating a^acent garment 
: assemblies 108, two oversized niatingfastaiingcomi^ 

: fastening con^onents 82, can be folded once and placed on the fost^iing components 82 of 
; two adjacent gannent assemblies 108, overlapping the planned locations of the front waist 

edge 38 mid the back waist edge 39 of the adjacent gamient assemblies 108, to be separated 
10 \ into two mating &stemng conqxm^ts 84 at the product cut-off stage, la this alternative 
I me&od, the oversized, folded mating fastmmg componmts 84 are ai^lied to eveiy other 
; planned location of the fiont waist edge 38 and the back waist edge 39 of adjacent gannent 

assemblies 108. 

Once the adjacent gannent assemblies 108 have been separated fiom one 
IS ; anoth^, each individual gannrat assembly 108 is folded longitudinally, thereby aligning the 
I fastening conqponents 82 with die folded mating &stening con^onents 84, as shown in 
:Fig,7. 

The pioduct resultmg fiom the invwtion is an absorbmt product 20. shown 
' inFig« 1, having dual re&stenable^prefostened hook and loi^fosteners, oriented as 

20 : seams 100, along the distal edges 68a and 68b (Fig. 3) of the fiont and back side panels 34 
: and 134. The resulting orientation of the li^ side seams 100 puts the prefastened seams 
! under shearing strain during use, as opposed to peel forces. The tam nap side seam,*" as 
i used herein, reftrs to a seam connectmg the fitmt and back side panels 34 and 134 or 
i materials bonded thereto, such as fastming componmts 82 and 84, such that the fiont and 

25 ; back side panels and/or materials bonded tfae»to oveilq> and the seam is located between 
i the distal edges 68a and 68b of the fiont and rear side panels 34 and 134. 

The absozfoent chassis 32 and the fostening system 80 together define a 
j refastenable product having a waist opening 50 and a pair of leg openings 52. When the 
; fiistening system is engaged, it can be appreciated that the refastwable pioduct includes a 

30 : pair of elastomeric flx>nt side panels 34 extending fiom the waist opening 50 to each leg 
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opening 52, a pair of elastom^c back side panels 134 extending fiom the waist opening 50 
to each leg opening 52, and two pairs of lap dde seams 100 extending fiom the waist 
opening 50 to each leg opening 52 and positioned betwem the elastomeric fix>nt and back 
side panels 34» 134, an elastomeric front waistband 54 disrposed on the fixmt side 22 and 
5 positioned between the pair of elastomeric fiont side panels 34, an elastomeric back 
waistband 56 disposed on the back side 24 and positioned between the pair of elastomeric 
back side panels 134, and at least a pair of the leg elastic members 58 which partially encircle 
each leg opening 52, More preferably, more than one leg elastic member 58 partially or fully 
encircles each leg opening 52. Each leg elastic member 58 extends from a4jacent an 

10 elastomeric front side panel 34 on the front side 22 to adjacent an elastomeric back side 
panel 134 on the back side 24« 

As desoibed herein, the various components of the absotfoent gamient 20 can 
be integrally assembled together en^loying various types of suitable attachment means, such 
as adhesive, sonic and thermal bonds or combinations hereof. The resulting product is an 

15 absorbent garment having refasteoable side seams &at can be opened for donning or removal 
at either side, in either the front or the back of the garment 

It will be appreciated that details of the foregoing embodiments, given fr>r 
purposes of illustration, are not to be constroed as limiting the scope of this invention. 
Although only a fisw exjonapldxy embodiments of this invention have been described in detail 

20 above, tiiose skilled in the art will readily appreciate that many modifications are possible 
in the exemplary embodiments without materially departmg fiom the novel teachings and 
advantages of this inventioa Accordingly, all such modifications are intended to be included 
within the scope of this invention, which is defined in the following claims and all 
equivalents thereto. Further, it is lecogniised ihat many enibodmients may be conceived that 

25 do not achieve all of the advantages of some embodiments, particulariy of the preferred 
embodiments, yet the absence of a particular advantage shall not be constmed to necessarily 
mean that such an embodiment is outside the scope of the present invention* 
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: 

i 

1. A mefhod of producing re&stoiiable side seams in an abso]i>ent 
: gamient,c(»npri5ingl]ie8tq>so£ 

aligning aplmality of gannoit assemblies in a cioss diiection, each garment 
! assenabljr including a chassis wttih two back side panels and two ftont side panels, whecein 
! a4|ac«t garment assemblies are joined between a back side panel and a front side panel; 

bondixig a &stemng component to ead) of the back side panels and eac^ 
: the flont side panels of each garment ass^bly; 

folding two mating &8tening components and placing the mating i!kstening ' 
: components on two of the fastening componmts; 

folding the garment assemblies such that the folded mating fastening 
I conqxments are located between one of the fastening components onlho front side panel and 
: one of the &stening components on the back side panel; and 

; s^arating adjacent garaient assemblies from one another by cutting between 

i the joined back side panels and the joined front side panels. 

2. The method of Claim 1, further conprismg the step of placing the 
i plurality of garment assemblies on a vacuum device in tiie cross direction. 

3, The m^iod of Claim 1 ^^erem die fastening consonants bonded to 
i adjacwt gament assemblies are spaced between about 0.25 inch and about 1 .0 inch apart. 

i ^ 4. The uMlhodofClaiml wherein the fiist6nuigconqx>ne^^ 

j to an vmot sur&ce of titie garment assonblies. 

5, The method of Claim 1, iUrther comprising the steps of bonding an 

i 

1 oversized fastening component to the joined front side panels of ac^acent gamient 
i assraoiblieSr and separating flie ovecsized fastening con^xMient into two &8tening components 
i when tile adjacent gamient assemblies ere sqpfarated from one anottor. 

i 
I 
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6. The method of Claim 1, ftuther comprisizig the steps of bonding an 
oversized fastening component to the joined back side panels of adjacent garment 
assemblies^ and separating the oveirsized &8tening con^xment into two fastening con^ionents 
when the adjacent garment assemblies are separated from one another. 

7. The method of Claim 1 viiorein the folded edges of the mating 
fiwtening components face planned distal edges of the front and back side panels. 

8. The method of Claim 1 wherein the fiastening component comprises 
a hook material and the mating fastening conqionent comprises a loop material. 

9. The mdhod of Claim 1 wherein the fastening component comprises 
a loop materia] and the mating fastening component con^rises a hook material. 

10. A method of producing refastenable side seamis in an absorbent 
garment, comprising tiie steps of: 

aligning a plurality of gaimrait assemblies in a machine directiont each 
gamient assembly including a chassis witii two back side panels and two front side panels, 
wherein adjacent garment assemblies are joined between the two back side panels of a first 
gamient assembly and the two front side panels of a second gament assembly; 

bonding a fastening component to each of the bade side panels and each of 
the front side panels of esoh garment assembly; 

folding two mating festening componeots and placing the mating fastening 
' components on two of the £astening components; 

s^arating adjacent garment assemblies from one another by cutting between 
the joined back side panels and the joined front side panels; and 

folding the garment assemblies such that tiie folded mating fastening 
components are located between one of the &st»iing components on the front side panel and 
one of flie fiisteiung components on the back side panel. 
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1 1 . The meCliod of Claim 10» further oon^risitig the step of placmg the 
plurality of gannciit assemblies on a vacuum device in the mactdne direction. 

12. The method of Qatm 10 ^nlsei^in the ftsteningconq^ 
to an iimer surfiace of the gamient assemblies. 

13. ThemettiodofQaim I0,fiirtha-compridi%tihd8tq)sofbon^ 
oversized fastening component to the joined front and back side panels of adjacent garment ' 

: assemblies, and separatuig Hie oversized &st»ing component into two fiutening components 
when the adjacent garment assemblies are separated from one anolSier. 

14. The method of Claim 10 wherein the folded edges of the matmg 
fastening components &ce distal edges of the front and back side panels. 

15. The mediod of Claim 10, fhrther comprising the steps of emptying an 
oversized mating ftstening compon^ over the &stening components of adjacent garment 
assemblies^ and separating the oversized mating &st^3dng components into two mating 
fiistemng con^onents when the adjacent gamient assemblies are sq>arated from one another. 

16. The method of Claim 15 wherein the single mating fastening 
conq)onent is qyplied to every other pair of adjacoat fastening components in the machine 

■ directiott 

1 7. The mettiod of Claim 10 iii^erom (he &stening component comprises 
: a hook matttial and the mating &stening con^onent con^irises a loop material 

1 8. The method of Qaun 10 wherein the &stening component comprises 
; a loop material and the mating fristening component comprises a hook na^ 
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19. A method of pioduoiog re&stenablo side seams in an absozbent 
garment, comprising the st^s of: 

bonding a fiistening component along distal edges of each of two back side 
panels and each of two fi?ont side panels of a gannent assembly; 

folding two mating fastening components and placing the mating fiistening 
coniponents on two of the fastening conqxmonts; and 

folding the gaxment assembly sudx that the folded matmg fastening 
con^onents are located between one of the fastening con^}onents on the front side panel and 
one of the fastening components on the back side panel, 

20. The method of Claun 1 9 further comprising the step of placing the 
garment assembly in a cross direction. 

21. The method of Claim 19 fiirther comprising the step of placing the 
gaxment assembly in a machine direction. 

22. The method of Qaim 19 wherein the fastening componeats are bonded 
to an inn^ surface of the gannent asswibly. 

23. The method of Claim 19 wherein the folded mating fastening 
conq>onent between two fastening components results in two Isqp side seams« 

24. The method of Claim 19 wherein the fiistenmg component conopises 
a hook material and the mating fastemng component comprises a loop material. 

25. The method of Claim 19 wherein tiie fastening component comprises 
a loop material and the mating listening con^onrat comprises a hook material. 
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